










































































































SECTION 3.0 

PROCESS DESCRIPTION 
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Blackfoot, ldaho Facility 



3.0 PROCESS DESCRIPTION 

Process operations at IAS involve the storage, production and distribution 
(loading/unloading) of asphalt binders including the following: 

Asphalt cements; 
Polymer-modified asphalt cements; 
Asphalt cutbacks; and 
Asphalt emulsions. 

Asphalt binder is the component of asphalt pavement that holds the aggregate together 
and provides a waterproof cover for the base. The demand for asphalt binders is 
highest from April to October (when the majority of roads and parking lots are paved), 
and lowest during the winter months. As a result of this seasonal variation, IAS 
functions primarily as a bulk-storage facility during the winter, with most of the 
production and distribution operations being performed during the warmer months. 

Sections 3.1-3.4 of this document describe the process operations at IAS, with an 
emphasis on equipment that has the potential to emit regulated air pollutants to the 
atmosphere. Associated process flow diagrams are presented at the end of Section 3. 

3.1 Asphalt Cement Storage and LoadinglUnloading 
Asphalt cement is the residue produced during the distillation of crude oils. The 
Blackfoot plant receives asphalt cement from regional refineries by railcar or tanker 
trucks. Since the asphalt cement is delivered in a semi-solid form, it must be heated 
with steam from boilers (CB500 and CB350) to approximately 300 O F  before it can be 
unloaded. A portion of asphalt products delivered to the Blackfoot facility is transferred 
by tanker trucks to the IAS Nampa facility. 

The asphalt cement is then pumped into one of 19 designated storage tanks (Tanks 4- 
10, 13-18, 35-38, 74, 75). These tanks are heated with steam during the warmer 
months to make the asphalt cement suitable for mixing and pumping. The tanks are not 
typically heated during the winter months, when the manufacture and distribution of 
asphalt cement products are minimal. However, Tanks 4 through 9 may be heated 
during the winter months to facilitate product transfer from Blackfoot to the Nampa 
facility. Volatile organic compounds (VOCs) and toxic air pollutants (TAPs) are emitted 
from the asphalt cement storage tanks due to changes in temperature, pressure and 
liquid-level. The tank vapors are vented directly to the atmosphere or to a biofilter (East 
Biofilter or West Biofilter). These biofilters are not considered to be emission control 
devices, they are used at the facility for purposes of odor control only. 

In the final step of the process, asphalt cement is transferred out of the aforementioned 
storage tanks and into customer tanker trucks via overhead, splash loading (typically 
Loading Rack #I).  VOCs and TAPs are emitted from the loading rack during this 
process. 
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3.2 Polymer-Modified Asphalt Cement Production, Storage and Loading 
Polymer-Modified Asphalt Cement (PMA) is manufactured at the Blackfoot plant by 
mixing asphalt cement with polymer and lube oil. The PMA product is preparedlstored in 
seven tanks (Tanks 4-7, 9, 74, 75). The lube oil is stored in a dedicated tank (Tank 3). 
These tanks are heated during the warmer months by hot oil heaters (Primary Hot Oil 
Heater CEI-5000G and Secondary Hot Oil Heater CEI-3000) and are maintained at 
ambient temperatures during the winter months. Gases that volatilize from the stored 
lube oil and PMA contain VOCs and TAPs. These vapors are vented directly to the 
atmosphere or to the East and West Biofilters. 

Loading racks (typically Loading Racks #2 and #4) are used to transfer PMA product 
from the storage tanks to customer tanker trucks. These racks are overhead, splash-fill 
systems that emit VOCs and TAPs. 

3.3 Asphalt Cutback Production, Storage and Loading 
Asphalt cutback is manufactured at the Blackfoot plant by mixing asphalt cement with 
fuel oil or catalytic cracked oil. Although, it is usually prepared in a customer's tanker 
truck, asphalt cutbacks can be made and stored in two designated tanks (Tanks 22 and 
23). These tanks are heated with steam during the warmer months, but are kept at 
ambient temperatures during the winter when asphalt cutback is not typically stored 
onsite. The process additives are maintained in five storage tanks (Tanks 24-28) that 
are usually kept at ambient temperatures. Tanks 2, 26, and 28 can store either asphalt 
cutback additives or asphalt cutback product. Vapors containing VOCs and TAPs are 
generated during the storage of asphalt cutback and fuels. These vapors are vented 
directly to the atmosphere. 

Asphalt cutback is transferred from the storage tanks into customer tanker trucks by an 
overhead, submerged-fill system (typically Loading Rack #3). VOCs and TAPs are 
emitted from the loading rack during this process. 

3.4 Asphalt Emulsion Production, Storage and Loading 
The Blackfoot plant manufactures two types of asphalt emulsions: water-based and fuel 
based. Water-based emulsion is produced by combining asphalt cement with water and 
additives such as hydrochloric acid, latex, and emulsifiers. Fuel-based emulsion is 
prepared in a similar manner, but also involves the addition of petroleum distillates. The 
process may be performed in a tank or a customer tanker truck. The water-based 
emulsions are mixedlstored in ten tanks (Tanks 44-48 and 51-55) at the plant, while two 
tanks (Tanks 49 and 50) are typically dedicated to the preparationlstorage of fuel-based 
emulsions. Tanks 49 and 50 can also store water-based emulsions if not needed for 
fuel-based emulsions. These tanks are heated during the warmer months with steam to 
promote mixing and pumping. Although it is not typical to have asphalt emulsions at the 
plant during the colder months, any emulsion product kept onsite during the winter is 
stored at ambient temperatures. The process additives are maintained in eight storage 
tanks (Tanks 25, 27, 29, A, B, J, K), several of which are heated. VOCs and TAPs are 
emitted from the asphalt emulsion tanks and the additive tanks. These emissions are 
released directly to the atmosphere. 
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A loading rack (typically Loading Racks #5, #6, or #8) is used to transfer asphalt 
emulsion from the product storage tanks to customer tanker trucks. The rack is an 
overhead, submerged-fill system that emits VOCs and TAPS. Although not the preferred 
loading method, emulsions are occasionally transferred into a tanker truck by bottom 
filling. 
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Process Flow Diagram for Asphalt Cement Storage and LoadingIUnloading 
Idaho Asphalt Supply, Inc. - Blackfoot Facility 
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Process Flow Diagram for PMA Production, Storage and Loading 
Idaho Asphalt Supply, Inc. - Blackfoot Facility 

Tank 3 
4 

Tanks .................... 
4-7,9, 

Lube Oil Storage 
r------ -, (East or ............ 

CB350 CB500 i West Biofilter) 

4 4 :  I I 

PMA Production 
& Storage 

. 
Primary Boiler (20.5 MMBTUlhr) 

Fuel Oils 
8, $0, 

Secondary Boiler (4.7 MMBTUlhr) 
(Waste oil, distillate oil 13-18, 35-38 

-b 
(East or 

4 1------- 

(CB500 Boiler Only) ; 4 West Biofilter) 
2 
(Q 
(D ........... <a 

Natural Gas 
(Either Boiler) Steam Boilers 

.. 
in Asphalt Cement Storage 

.................... 
Polymer 

Tanks 

Loading 

CEI- CEI- i Racks 

5000G 3000 #2, #4 
4 

I I 
Hot Oil Heaters 

Primary Heater ( 7.3 MMBTUihr) 

Secondary Heater (4.32 MMBTUIhr) 

NOTES: 
(I) This process flow diagram depicts typical PMA production, storage and loading operations. 
(2) Lube oil and polymer are added in varying amounts during PMA production, as required by fonnula. 
(3) The Primary and Secondary Boilers may be used to heat Tanks 4.5.6.9. 74 8 75 instead of the hot oil heaters 
(4) To facilitate flexibi/i~, the plant maintains multiple loading racks that can be used to load PMA into tanker truck. 

Tanker Truck Loading 
< 450 GPM - 

K N  - 
Product, fuel, addm.ve - 

Heating Medium ....................... 
Heating Return ....................... 

Emission - - - - - - - 



0 
s .- 
u 
'sl 
0 
-I 



Process Flow Diagram for Asphalt Emulsion Production, Storage and Loading 
Idaho Asphalt Supply, Inc. - Blackfoot Facility 
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4.0 EMISSION SOURCES 

Emission sources at the IAS facility include fuel burning equipment, storage and 
handling of volatile compounds, loading racks, vehicle traffic on unpaved roads, and 
miscellaneous sources. The following is a discussion of each emission source at the 
facility. 

4.1 Fuel Burning Equipment 
Fuel burning equipment emission sources at the facility include two boilers (CB500 and 
CB350) and two hot oil heaters (Primary Hot Oil Heater CEI-5000G and Secondary Hot 
Oil Heater CEI-3000). This equipment is utilized to heat asphalt products to 
temperatures suitable for pumping and mixing. Table 4-1 below summarizes the 
characteristics of the fuel burning equipment operated at the facility. 

Table 4-1 . . . . . . . . . 

Fuel Burning Equipment Characteristics 
I Unit ID I Manufacturer I Model I Heat Input I Fuel I 

All fuel burning equipment at the facility except the CB500 boiler is exempt from 
requirements for a PTC (IDAPA 58.01 .01.222.02(~)) because this equipment is used for 
indirect heating by combusting only natural gas and with heat input capacity less that 50 
million BTUIhour. A PTC was issued for the CB500 boiler on April 15, 2001 because 
recycled waste oil may be combusted in this boiler as an alternative to natural gas 
combustion. In addition, IAS proposes to combust Fuel Oil No. 4, 5, and 6 in the CB500 
boiler (this is a new proposed activity, see PTC application forms). 

CB500 

CB350 
Primary Hot Oil Heater 
(CEI-5000G) 
Secondary Hot Oil Heater 

4.2 Storage and Handling of Volatile Compounds 
There are 61 fixed roof vertical above ground storage tanks at the facility used for 
storing asphalt cements, PMA, asphalt emulsions, asphalt cutbacks, and a variety of 
product additives and fuels. All of the asphalt cement product tanks are heated to keep 
the material in a pumpable state. Table 4-2 below summarizes the characteristics of the 
storage tanks at the facility. 
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Cleaver Brooks 

Cleaver Brooks 
CEI Enterprises 
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CB500 

CB350 
CEI-5000G 

CEI-3000 

(BTUI~~) 
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14.65x10° 
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4.32x10b 

Natural Gas1 
Waste OilIFuel 
Oil No. 4, 5, & 6 

Natural Gas 
Natural Gas 

Natural Gas 
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Table 4-2 

dispersion modeling. 

Vapors from the asphalt cement storage tanks are routinely routed to two onsite 
biofilters (East Biofilter and West Biofilter) for odor control. The East and West Biofilters 
discharge to the atmosphere through vertical stacks approximately 26.25 and 45 feet 
above ground surface, respectively, with inside diameter of 4 inches. Vapors from 
storage tanks not routed through the biofilters are released to the atmosphere through a 
pressure relief valve installed at each tank. 

The following storage tanks do not contain volatile compounds and are not included in 
this permit application as emission sources: C, D, F, H, I, S1, S2, and S3. 

4.3 Loading Racks 
There are seven primary loading racks used at the facility for transferring product to 
customer vehicles (see Figure 1-2 for locations of loading racks). In addition to the 
seven primary loading racks there are several unloading stations and a few dual 
purpose loadlunload stations that are not considered to be significant sources of 
emissions. Unloading stations used to transfer product from delivery vehicles are not 
expected to generate significant emissions (beyond those already considered as 
breathinglworking losses from storage tanks) and are not evaluated further in this permit 
application. Table 4-3 below provides a summary of loading rack characteristics. 
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Table 4-3 

. . . . . . . 

Transfer Methods: ( I )  Overhead loading, splash fill (2) Overhead loading, submerged fill, normal service 

Loading Rack Characteristics 

4.4 Vehicle Traffic on Unpaved Roads 
Vehicle traffic at the Blackfoot plant consists primarily of tanker trucks delivering asphalt 
cement and process additives to the site or picking up asphalt cement products for 
transport to the customer. Particulate emissions are generated when the truck wheels 
pulverize the surface material on the unpaved roads and the resulting particles become 
airborne in the vehicle's turbulent wake. 

4.5 Miscellaneous Sources 
In addition to the emission sources described above the following emissions sources 
are present at the facility. These sources are considered to produce negligible 
emissions or are exempt by rule. 

Transfer Method 
1 
1 
2 
1 
2 
2 
2 

Loading Rack ID 
#I 
#2 
#3 
#4 
#5 
#6 
#8 

( 
4.5.1 Product-Qualitv Test Laboratory 
The Blackfoot plant is equipped with an onsite laboratory that is used for product-quality 
testing, as well as research and development for potential new products. The laboratory 
is ventilated through several small stacks that terminate above the roofline of the 
building. Emission rates of regulated pollutants associated with the operation of the 
laboratory are considered negligible. 

?s: 

Product Transferred 
Asphalt Cement 

PMA 
Asphalt Cutback (MC) 

PM A 
Asphalt Emulsions 
Asphalt Emulsions 
Asphalt Emulsions 

4.5.2 Asphalt Cement Reclaimer 
IAS uses a reclaimer to heat and remove residual asphalt cement from buckets, tools or 
equipment at the Blackfoot plant. The reclaimed asphalt is subsequently transferred to 
the appropriate storage tank. Emissions associated with the reclaimer are considered 
negligible. 

4.5.3 Unloadinq Stations 
There are several unloading stations at the Blackfoot facility that are used to transfer 
asphalt cement products and process additives from delivery vehicles (railcars and 
tanker trucks) to the appropriate storage tanks. Emissions for the unloading stations, 
beyond those accounted for in the estimate of storage tank breathing and working 
losses, are considered negligible. 
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4.5.4 Shop and Boiler Room Natural Gas Space Heaters 
Natural gas space heaters are located in the IAS shop and in the boiler room. The rated 
capacity for the space heater in the shop is 0.108 million Btulhr and the rated capacity 
for the space heater in the boiler room is 0.125 million Btulhr. Both heaters have heat 
input capacity significantly less than 50 million Btulhr, the maximum heat input capacity 
allowed for exemption from permit to construct requirements for indirect heat sources. 
Natural gas is combusted in both of the heaters. Emissions from these two heaters are 
considered negligible. 

4.5.5 Truck Fuelinq Operations 
Diesel fuel is sold at the IAS facility for truck refueling. Fuel is stored and dispensed 
from tanker trucks at a dedicated onsite location. These activities are exempt from 
permit to construct requirements. 
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5.0 EMISSION ESTIMATES 

Emissions of criteria air pollutants and TAPs were estimated for all identified emission 
sources at the facility. Table 6-1 summarizes the estimated emissions of criteria 
pollutants and Table 6-2 summarizes the estimated emissions of TAPs. Based on the 
emission estimates presented in this permit application, the facility is not considered 
Major (IDAPA 58.01.01.006.55 and 008.10) for any criteria air pollutants or TAPs. The 
following section provides details regarding the emission estimation approach 
performed for each of the emission categories. 

5.1 Fuel Burning Equipment 
Emissions from the CB500 boiler were estimated using emission factors listed in AP-42 
Chapter 1.3 for fuel oil combustion, Chapter 1.4 for natural gas combustion, and 
Chapter 1 .I 1 for waste oil combustion. Emissions from the CB350 boiler and two hot oil 
heaters (CEI-5000G and CEI-3000) were estimated using emission factors listed in AP- 
42 Chapter 1.4. See Appendix A for detailed emission estimates and sample 
calculations for the fuel burning equipment. Tables 5-1 summarizes potential emission 
rates for the fuel burning equipment. 

The estimated particulate emissions from all fuel burning equipment are below the 
applicable limits of the grain loading standard (IDAPA 58.01.01.676 and 677). 

5.2 Storage and Handling of Volatile Compounds 
Total volatile organic compound (VOC) emissions from 53 organic liquid storage tanks 
were estimated using TANKS 4.0 software. Complete TANKS 4.0 input and output 
documentation are presented in Appendix B1. Speciation of the TAPs compounds 
included in the total VOC emissions from the asphalt cement storage tanks were 
performed utilizing Tables 11.1-15 and 16 from Chapter 11.1 of AP-42 for asphalt 
cement emissions. Available speciation information listed in MSDS forms andlor vendor 
supplied documentation were utilized to estimate TAPs emissions from tanks with 
contents other than asphalt cement (see Appendix B2 for product speciation 
documentation and Appendix B3 for speciated emissions from storage tanks). See Table 
5-1 for a summary of storage tank potential emission rates. 

Tank throughput values were estimated by dividing the total maximum annual 
throughput for a particular product (e.g., asphalt cement or asphalt emulsions) by the 
number of tanks that store that product. This is considered a reasonable method for 
estimating emissions from the storage tanks but is not accurate regarding actual 
product throughput through each tank at the facility. Maximum product throughput 
through individual tanks for a particular group can be less or more than the average 
throughput evaluated in this screening analysis but this is a worst case scenario since 
maximum tank emissions occur when the throughput is evenly dispersed throughout 
multiple tanks as opposed to all of the product going through a single tank. Although 
product throughput values were used in this application to provide a method for 
estimating emission rates, IAS does not want product throughput limits to be 
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incorporated in their new permit; instead, IAS requests that limits on benzene emissions 
be established. 

Vapors from the asphalt cement storage tanks are routinely routed to two onsite 
biofilters (East Biofilter and West Biofilter) for purposes of odor control. Emissions from 
the biofilters were estimated by summing the tank emissions that typically discharge to 
the respective biofilter. When considering the emissions from asphalt cement storage 
tanks and biofilters it must be noted that the emissions from the biofilters are not in 
addition to tank emissions (either the emissions from the storage tank or biofilter is 
considered but not both). It should also be noted that the biofilters are operated for odor 
control purposes and not to reduce emissions of criteria air pollutants or TAPs. 

No criteria pollutants were estimated to be emitted from the storage tanks. Emissions of 
TAPs were below the emission screening levels (EL) for all storage tanks except Tanks 
49 and 50 (these tanks exceed the EL for benzene). Although formaldehyde emission 
from each individual asphalt cement storage tanks is predicted to be less than the 
applicable EL, the estimated combined tank formaldehyde emissions through the west 
biofilter exceeds the EL. 

5.3 Loading Racks 
VOC emissions from product loading were estimated utilizing emission factors 
contained in AP-42 chapter 5.2. Speciation of VOC emissions was performed utilizing 
MSDS forms, vendor information, and product recipes. Appendix C contains loading 
rack emission estimates and sample calculations. Table 5-1 summarizes potential 
emission rates for the loading racks. 

No criteria pollutants were estimated to be emitted from the loading racks. Emissions of 
TAPs were below the emission screening levels (EL) for all loading racks. 

5.4 Vehicle Traffic on Unpaved Roads 
Fugitive particulate emissions due to vehicle traffic on unpaved roads at the site were 
estimated using Equation 2 from AP-42, Section 13.2.2.2 with a correction factor for low 
vehicle speed. Inputs for the equation were obtained from AP-42, Tables 13.2.2-1 and 
13.2.2-2. Particulate emissions were calculated for each product category (since each is 
loaded at a different loading rack, which results in a different travel distance). Appendix 
D contains fugitive road dust emission estimates. 

5.5 Miscellaneous Emissions 
Estimation of emissions from miscellaneous sources (laboratory, reclaimer, unloading 
racks, and truck fuel sales) was not performed due to the low probability of emissions 
generation from these sources. 
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Table 5-1 
Summary of Potential to Emit 
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6.0 AMBIENT IMPACT ASSESSMENT 

Air dispersion modeling was performed to demonstrate compliance with National 
Ambient Air Quality Standards (NAAQS) for criteria pollutants and IDEQ screening 
levels for TAPs in support of this combined PTCnier II Operating Permit application for 
the IAS facility. 

6.1 Model Description I Justification 
Air dispersion modeling was performed using the short term dispersion model Industrial 
Source Complex with Plume Rise Model Enhancement (ISC-PRIME) (version 99020). 
ISC-PRIME is an alternative EPA refined model listed in Appendix W of 40 CFR Ch. I, 
Part 51 - Guideline on Air Quality Models. On December 9, 2005 AERMOD replaced 
ISCST3 as the EPA preferred air dispersion model for refined modeling of industrial 
point sources. A one-year transition period has been established that allows for 
continued use of ISCST3 through November 9, 2006. ISC-PRIME was used for this 
permit application because a project model had already been developed with this model 
and because AERMOD required meteorological input files are not readily available for 
the project area. It is anticipated that the results from ISC-PRIME will be closer to 
AERMOD results than the non-PRIME version of ISCST3 because the PRIME algorithm 
is incorporated into AERMOD. Building downwash was accounted for in the ISC-PRIME 
model. Building and tank dimensions were entered into the Building Parameter Input 
Program for PRIME (BPIP-PRIME) to calculate appropriate building profiles to import 
into ISC-PRIME. Model output files are included in Appendix E and input files are 
included as electronic files on an enclosed compact disc. 

6.2 Emission and Source Data 
Thirty-four point sources were modeled, which included four combustion sources, four 
loading racks, 24 storage tanks, and two biofilters, Four criteria pollutants (PM-10, NOx, 
SOX, and CO) were modeled from the combustion sources. No criteria pollutants were 
predicted to be emitted from the storage tanks or loading racks and therefore were not 
modeled from these sources. The TAPs: arsenic (As), benzene, cadmium (Cd), 
formaldehyde, and nickel (Ni) were modeled from the combustion sources. The TAPs 
benzene and formaldehyde were modeled from the storage tank and loading rack 
sources. 

Air dispersion modeling was performed considering maximum uncontrolled conditions 
for the CB350, CE15000G, and CE13000 combustion sources, asphalt cement storage 
tanks, and asphalt cement loading racks. Asphalt cutback and asphalt emulsion (with 
fuel) emissions were controlled based on limits applied to product benzene content. 
Emissions from the CB500 boiler were modeled as worst case considering combustion 
of a variety of fuels, the following operational controls were considered for CB500 fuel 
combustion: 

- Natural Gas = unlimited operation 
- Waste oil = 5,477 hours per year (to prevent exceedance of Arsenic AACC) 
- Fuel Oils No. 4 through 6 = unlimited for No. 5 and 6, Fuel Oil No. 4 limited to 

8,642 hours per year (to prevent exceedance of Nickel AACC). 
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Tables 6-1 and 6-2 summarize the emission source parameters included in the air 
dispersion modeling of criteria air pollutants and TAPs, respectively. These parameters 
include stack height in meters from ground surface, stack diameter, stack gas 
temperature, stack gas velocity, and air pollutant emission rates. Two scenarios were 
modeled for the ambient impact analysis for TAPs. The first scenario was a default 
configuration with emission rates from each tank based on total annual average product 
throughput. The second scenario included two tank groups: Asphalt Cutback Group with 
Tank 22 used as the proxy emission point and Asphalt Emulsion Group with Tank 50 
used as the proxy emission point. Tanks 22 and 50 were used as proxy emission points 
for asphalt cutback and asphalt emulsion storage tank emissions, respectively, because 
the ambient impact was higher (worst-case) at these tanks than the contribution from 
the other storage tanks locations in the product storage group. For this second scenario 
all of the emissions from the storage tanks in each group were added together and 
modeled as emissions from the selected proxy emission point. Emissions from sources 
not in the two source groups were modeled as individual point sources. The second 
scenario was found to produce worst-case predicted ambient air concentrations and 
was therefore selected as the option for demonstrating compliance. 

Table 6-1 
Criteria Air Pollutant Emission Source Characteristics 
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I Stack Exhaust Stack PM,O 
Emission Rates (gls) 

Emission 1 l%$t 1 Diam. I T e m ~ .  I Gas I CO NOx SOX 



Table 6-2 

dispersion modeling. 

Page 6-3 



6.3 Receptor Network 
A receptor network was established so that ambient concentrations could be evaluated. 
The first step in this process was to determine the location of the ambient air boundary 
and the second step was to assign receptor locations within the ambient air zone. 

6.3.1 Ambient Air Boundary 
The ambient air boundary was established as the facility's fenceline. The fenceline 
extends around the entire facility's property boundary (see Figure 1-2 for location of 
fenceline). 

6.3.2 Receptors 
Receptors were established to determine maximum ambient air concentrations. A 
receptor grid with approximately 100 meter spacing was established across the entire 
evaluated area. Receptors along the ambient air boundary were spaced between 25 
and 50 meters apart. Additional receptors were added as needed to determine the 
maximum model predicted ambient air concentration. No receptors were established 
within the facility's controlled property boundary (ambient air boundary). 

6.4 Elevation Data 
The facility was modeled assuming flat terrain. The change in elevation across the site, 
from east to west, is approximately four feet. The change in elevation, from south to 
north, is approximately 3 feet. All model predicted maximum air concentrations occur at 
or within 200 meters of the ambient air boundary. There are not any significant elevation 

( changes to the north of the ambient air boundary where the maximum ambient air 
concentrations are predicted. Within a half mile of the site, the ground surface 
elevations do not exceed the stack discharge elevations. There are no terrain elevations 
that exceed the emission source elevations and terrain elevations are relatively flat in 
the areas of predicted maximum ambient air concentrations, so the terrain was modeled 
as flat with simple terrain. 

6.5 Meteorological Data 
Meteorological data was obtained from the EPA SCRAM website for 1987 through 
1991, the current default time period selected by the IDEQ to represent the worse case 
five year meteorological period. Since there are no acceptable meteorological datasets 
available for Blackfoot, a combined dataset comprised of Boise upper air data and 
Pocatello near-surface air data was used per guidance from IDEQ. The datasets were 
formatted for use in ISC-PRIME using the EPA meteorological preprocessor 
PCRAMMET. The anemometer height for surface meteorological data was entered as 
20 feet. 

6.6 Land Use Classification 
The land use of the site and land adjacent to the site is classified as rural. The facility is 
industrial while the surrounding land is a mix of open space, agricultural, commercial, 
and residential land uses. 
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6.7 Background Concentrations 
Table 6-3 summarizes the criteria pollutant background concentrations. Criteria 
pollutant background concentrations for the Blackfoot area were provided by Kevin 
Schilling of the IDEQ. 

6.8 Evaluation of Com~liance With Standards 
To determine compliance with NAAQS, the applicable background concentrations were 
added to the maximum predicted ambient concentrations determined from air dispersion 
modeling to result in total ambient concentrations. These total ambient air 
concentrations were compared to the NAAQS. Table 6-3 summarizes the air dispersion 
modeling results and compares the total predicted ambient air concentration to the 
applicable NAAQS. See Appendix E for graphical output from air dispersion modeling. 
Based on this evaluation, no NAAQS are predicted to be exceeded by emissions from 
the sources, if operated and configured as proposed in this application. 

Table 6-3 
Results of Ambient Impact Assessment for Criteria Pollutants 

6.9 Evaluation of Ambient lmpact Assessment for TAPs 
Table 6-4 summarizes the results of air dispersion modeling performed to evaluate the 
ambient impact for TAPs. Maximum predicted ambient air concentrations were 
compared to Acceptable Ambient Concentration for Carcinogens (AACC) in Table 6-4. 
No AACC were exceeded by predicted ambient air concentrations; therefore, the 
predicted ambient impact from predicted TAP emissions is acceptable. 

SOX 

Table 6-4 
Results of Ambient lmpact Assessment for Toxic Air Pollutants 
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3hr, 2nd high 
24hr, 2" high 

Annual 

81 
43 
4 

88 
44 
4 

78 
39 
3 

89 
42 
3 

79 
33 
4 

89 
44 
4 

34 
26 
8 

123 
70 
12 

1300 
365 
80 
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7.0 NSPS APPLICABILITY 
New Source Performance Standards (NSPS) for volatile organic liquid storage tanks 
(Subpart Kb) and steam generating units (Subpart Dc) were evaluated for applicability 
to emission sources at the facility. 

7.1 Storage Tanks 
All storage tanks at the facility are exempt from requirements of NSPS Subpart Kb (see 
40 CFR 60.110b(a) and (b)). Exemption is based on storage tank size and vapor 
pressure of stored liquids. See Appendix F for basis of exemption determination. 

7.2 Boilers 
The following NSPS requirements apply to the CB500 boiler: 

$60.42~ Standard for Sulfur Dioxide 
(d) Since the boiler can combust oil, the facility must either demonstrate that SO2 
emissions are less than 0.50 Iblmillion Btu or only combust oil with sulfur content less 
than or equal to 0.5 weight percent. 

(h) A facility that only combusts residual oils in a boiler with heat input capacity less 
than 30 million Btulhr is allowed to demonstrate compliance with SO2 emission limits 
based on fuel certification from fuel supplier. 

660.43~ Standard for Particulate Matter 
All boilers have heat input capacity less than 30 million Btulhr; therefore, the standards 
for particulate matter do not apply. 

360 .44~ Compliance and performance test methods and procedures for sulfur dioxide 
(h) Since the facility intends to demonstrate compliance with the SO2 standard using 
fuel supplier certification, the performance test shall consist of the certification, the 
certification from the fuel supplier, as described under §60.48c(f)(l), (2), or (3), as 
applicable. 

.f$ 60.46~ Emission monitorincr for sulfur dioxide 
(e) None of the monitoring requirements apply since the facility is using fuel supplier 
certification to demonstrate compliance. 

§ 60.48~ Reportincr and recordkeeping requirements. 
(a) This section applies to both the CB500 and CB350 boilers. The owner or operator of 
each affected facility shall submit notification of the date of construction or 
reconstruction, anticipated startup, and actual startup, as provided by s60.7 of this part. 

This notification shall include: 
(1) The design heat input capacity of the affected facility and identification of fuels to be 
combusted in the affected facility. 
(3) The annual capacity factor at which the owner or operator anticipates operating the 

t affected facility based on all fuels fired and based on each individual fuel fired. 
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(d) A report must be submitted to the administrator since a fuel oil sulfur limit will apply 
to the CB500 boiler. 

(e) Records must be maintained reports must be submitted since a fuel oil sulfur limit 
will apply to the CB500 boiler. 

The following information must be provided: 
(1) Calendar dates covered in the reporting period. 
(2) Each 30-day average SO2 emission rate (nj1J or lblmillion Btu), or 30-day average 
sulfur content (weight percent), calculated during the reporting period, ending with the 
last 30-day period; reasons for any noncompliance with the emission standards; and a 
description of corrective actions taken. 
(5) ldentification of any times when emissions data have been excluded from the 
calculation of average emission rates; justification for excluding data; and a description 
of corrective actions taken if data have been excluded for periods other than those 
during which coal or oil were not combusted in the steam generating unit. 
(6) Identification of the F factor used in calculations, method of determination, and type 
of fuel combusted. 
(11) If fuel supplier certification is used to demonstrate compliance, records of fuel 
supplier certification is used to demonstrate compliance, records of fuel supplier 
certification as described under paragraph (f)(l), (2), or (3) of this section, as applicable. 
In addition to records of fuel supplier certifications, the report shall include a certified 
statement signed by the owner or operator of the affected facility that the records of fuel 

( supplier certifications submitted represent all of the fuel combusted during the reporting 
period. 

(f) Fuel supplier certification shall include the following information: 
(1) For distillate oil: 
(i) The name of the oil supplier; and 
(ii) A statement from the oil supplier that the oil complies with the specifications under 
the definition of distillate oil in §60.41c. 
(2) For residual oil: 
(i) The name of the oil supplier; 
(ii) The location of the oil when the sample was drawn for analysis to determine the 
sulfur content of the oil, specifically including whether the oil was sampled as delivered 
to the affected facility, or whether the sample was drawn from oil in storage at the oil 
supplier's or oil refiner's facility, or other location; 
(iii) The sulfur content of the oil from which the shipment came (or of the shipment 
itself); and 
(iv) The method used to determine the sulfur content of the oil. 
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8.0 REQUESTED PERMIT BASlSlCONDlTlONS 

8.1 Natural Gas Combustion 
Air dispersion modeling was performed considering maximum combustion of natural 
gas in each boiler and hot oil heater. Based on this ambient impact analysis no 
limitation on natural gas combustion is necessary to remain below NAAQS or TAPS 
limits; therefore, no natural gas limits appear to be necessary. If required, only a facility 
wide natural gas combustion limit of 403.1 million scflyr should apply. 

8.2 Fuel Oil Combustion 
Emissions from the CB500 boiler were modeled as worst-case considering combustion 
of a variety of fuels. Based on worst-case air dispersion modeling, the proposed fuel oil 
use limits for the CB500 boiler are: 

- Waste oil = 5,477 hours per year (to prevent exceedance of Arsenic AACC) 
- Fuel Oils No. 4 through 6 = unlimited for No. 5 and 6, Fuel Oil No. 4 limited to 

8,614 hours per year (to prevent exceedance of Nickel AACC). 

8.3 Asphalt Cement Throughput 
Emission estimates were computed assuming that annual asphalt cement throughput 
was equally split among storage tanks. This is a conservative assumption and results in 
worst-case emission estimates. Since equally splitting throughput among storage tanks 
is worst-case, flexibility in tank loading should be allowed. Only a total asphalt cement 
throughput limit (43.3 million gallons per year) should apply to the facility. Compliance 
with the annual facility wide asphalt cement throughput limit will be demonstrated based 
on incoming manifests and loading records. 

8.4 Asphalt Cutback and Asphalt Emulsion Throughput 
Air dispersion modeling was performed assuming all tank emissions from asphalt 
cutback storage were emitted from Tank 22 and all asphalt emulsion storage emissions 
were emitted from Tank 50. This was a worst-case assumption to allow flexibility in 
loading of the storage tanks in each of the product groups. IAS requests that throughput 
for the asphalt cutback and asphalt emulsion storage groups be limited based on total 
product benzene content for each group and not by total product throughput. IAS also 
requests that the benzene limits apply to the product groups instead of individual tanks. 
The proposed benzene throughput limits, based on worst-case air dispersion modeling 
are: 

- Asphalt Cutback Storage Tank Group (Tanks 2, 23, 26, and 28): 159 Iblyr benzene 
- Asphalt Cutback Loading Racks (LR 3): 51 Iblyr benzene 
- Asphalt Emulsion Storage Tank Group (Tanks 44 though 55): 252 lblyr benzene 
- Asphalt Emulsion Loading Racks (LR 5,  6, and 8): 252 lblyr benzene 
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